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Work Order ID 78818 


ж ж 
- *72212 Page| 

January-16-12 11:22:31 AM | 
Item ID: D206-667-101TRN Accept * * Setup Start Ж * 
Revision ID: N90nnn4n1 nn NS1 
Item Name: Crosstube Turning Detail i2 | Stop Ж N с 2 ж 
Start Date: 16/01/2012 Start Qty: 1.00 *4 * Cust Item ID: ` | 
Required Date: 30/01/2012 Req'd Qty: 1.00 *4 * Customer: E 
Reference: i 

; € А аети ае Run Start ж * 
Approvals: ° Process Plan: _ //.( 7 Date: a 9449 Tooling: Date N R 1 

| Stop 
. ; ү * * 
Qe: — Date: m SPC (Y/N): Date F N R p, 
Sequence ID/ Operation Set Up/ m Tool ID  Tool# Plan ` Accept | Reject Reject Insp. и 
Work Center ID — Description Run Hours Code Qty Qty Number Stamp 
Draw Nbr Revision Nbr i DE 

| D206-667-141 - Rev C | 
100 | 000 — и 
* 1 nn* MORI SEIKI CNC LATHE LARGE 
Mori Seiki Memo 0.00 ---(- Ø Ser Qe шы ызы 


Mori Seiki CNC Lathe Large 


110 QCI- Inspect dimensions to dimension sheet 0.00 
*110* 
QC Memo 0.00 
Quality Control 3 
3 


1-Fill tube with sand & install plugs DT8534 on both ends as per Folio FA083 
2-Turn first side as per Folio FA083 


3-Blend transition lines only, **do not sand whole tube**: 
FOLIO REV: А 

DWG REV: 

*Use mill bastard file, brush file repeatedly with file card. 


Жо not use sandpaper coarser than 320 grit. 


mm b 13/02.) 9> 


Dart Aerospace Ltd a 
wo: ARJA | WORK ORDER CHANGES 
Approval 
(DATES STEP PROCEDURE CHANGE Chief Eng / saints 


Prod Mgr 


Bw 
Part мо: D 206-0010. D 06-00401. ШЕ PAR: 2 Fault Category: NCR: Yes No baa: Date: 


Resolution: Disposition: QA: М/С Clesed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


: 
Corrective Action Section B | 
- Description of NC - ud Verification Approval | Approval 
DATE | STEP de rt A Initial Action Description Sign & Chief Eng | QC Inspector 
Chief Z Chief Eng Date - 


Length 3 under blema | ЖА 


(63.7 5) 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 78818 
January-16-12 11:22:31 AM 


*"7RRA1R* 


Page 2 


D206-667-101 TRN 


Item ID: Accept *N 900040 4 00* Setup Start * N Q 4 * 
Revision ID: D 5 
Item Name: Crosstube Turning Detail Stop ж Ni S 9 * 
Start Date: 16/01/2012 Stary Qty: 1.00 44% Cust Item ID: 
Required Date: 30/01/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
EE т т Run Start x * 
Approvals: Process Plan: Date: Tooling: Date: N R 1 
Sto 
qc: m Date: SPC (Y/N): Date: _ P N R 2 * 
sets "ng _ = a 223. НКОК ТЕЛЕН ЕЗ | 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. | 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
120 0.00 
* 1 2 n* MORI SEIKI CNC LATHE LARGE ( 2 
Mori Seiki Memo 0.00 ux 


Mori Seiki CNC Lathe Large 


130 


*4 QN* 
QC 


Quality Control 


ОСІ- Inspect dimensions to dimension sheet 


Memo 


|-Turn second side as per Folio FA083 


2-Blend transition lines only, **do not sand whole tube**: 
*Use mill bastard file, brush file repeatedly with file card. 


*Do not use sandpaper coarser than 320 grit. 
FOLIO REV: рм 


DWG REV: [4 


3-Remove sand and plugs 


0.00 


0.00 


E 


Dart Aerospace Ltd 
W/O: 


DATE | STEP 


Part No: PAR #: 


Resolution: 


NCR: 


DATE 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


WORK ORDER CHANGES 


pproval | Approval 
PROCEDURE CHANGE HERE ДАТЫ 


о> 


Fault Category: NCR: Yes Мо ООА: Date: 
Disposition: QA: М/С Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Description of NC Corrective Acton Secue В Verification | Approval | Approval 
STEP Section A AcHon Description Section C Chief Eng QC Inspector 
ief Eng ief Eng 


Work Order ID 78818 
January-16-12 11:22:31 AM 


*"78RR18* 


Page 3 


Item ID: D206-667-101TRN Accept * N an 00A n 4 00* Setup Start * N с 4 * 
Revision ID: i ` 
Item Name: Crosstube Turning Detail Stop ж N S y) * 
Síart Date: Start Qty: 1.00 *4 * Cust Item ID: 
Required Date: 30/01/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 

E Е Run Start 4 * 
Approvals: Process Plan: ___ Date: Tooling: . Date: N R 1 

Sto 
m Date: SPC (Y/N): Date: T Pox N R 2* 

Sequence ID/ Operation i Set Up/ Tool ID Tool# Plan Accept I Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 QC8- Inspect parts - second check 0.00 
*440* ON ede. 
QC Memo 0.00 . ТО 
Quality Control Ps Spa P7 
145 0.00 
*41AR* M ML- = m 
Crosstubes Memo 0.00 ў 2- 2% 
Crosstubes GRIND ONLY TRANSITION LINES SMOOTH LONGITUDE WAY. 
150 Crosstubes Chemical Conversion 0.00 
Meu. 22- 
HandF Xtube Memo 0.00 т 2- 


Hand Finishing Crosstubes 


ETA 


^ 
“ 


Dart ка. Ltd 


WORK ORDER CHANGES 


Approval | 
r g 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
NR = | "WORK ORDER NON-CONFORMANCE (NCR) 


Description of NC Corrective Acuen - 2530000 в Verification | Approval | Approval 
DATE | STEP SOMBRA Initial Action Description Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 78818 


January-16-12 11:22:31 AM 


*TRRAR* 


Page 4 


Accept 


Item ID: D206-667-101TRN *NOOOOA01 ПП * Setup Start *AIS 4 * 
Revision ID: E ñ 
Item Name: Crosstube Turning Detail Stop * N S 2 х 
Start Date: 16/01/2012 Start Qty: 1.00 *4 * Cust Item ID: 
Required Date: 30/01/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 

LORS IE m - u x Run Start 4 * 
Approvals: Process Plan: __ Date: |. Tooling: Date: — N R 1 

Sto 
QC: Е Date SPC (Y/N): Date: P x N R 2 * 
Sequence ID/- Operation < Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 QC3- Inspect Part Finish 0.00 
*1R0n* | N 29275 
qc Memo 0.00 —— 42-2 == 
Quality Control 
170 0.00 f 
*4 70% Packaging | Z 
Packaging Memo 000 , 57555 
Packaging Identify and stock in kanban rack Location: | / © ay, Ў, ЖУ A^ 
180 QC21- Final Inspection - Work Order Release 0.00 
Aut 

«лар MSJ 102415 
Qc Мено 0.00 


Quality Control 


23 
к 


\ у 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Approval 
Qty | Chief Eng / APRA 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
| oe WORK ORDER NON-CONFORMANCE (NCR) 


Nm Corrective Action Section B 
Description of NC — - — Verification | Approval | Approval 
DATE STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


А 


Picklist Print 
January-16-12 11:22:35 AM 


Page 1 


Work Order ID: 78818 
Parent Item: D206-667-101TRN 


Parent Item Name: — Crosstube Turning Detail 


Comments: 


*7R8R18* 
*D208-667-101 TRN* 


ІРР Rev:A 08-03-06 new issue DD verified by:ec 
ІРР Rev B 08.04.02 remove polish EC verified by: DD 


Start Date: 16/01/2012 
Start Qty: 1.00 


Required Date: 30/01/2012 
Required Qty: 1.00 


Unit of 


Qtyon Qty per Kit Total 


Qty Date Status 
Issued Issued 


Component Item ID/ Replacement Mfg/ Bin Primary Last Route 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty 
D6001-105 Manufactured No 110 Each 26.0000 І 1 
ж ж ж 
D6001-105 Е 
Crosstube, Material 
Location Loc Qty Loc Code 
LG 26 
enm. 3 
29115 23 


Dart Aerospace Ltd 
W/O: WORK ORDER CHANGES 


Approval j 
DATE | STEP PROCEDURE CHANGE БЕС Chief Eng/ | APProval 
H Prod Mgr nspector Қ 


РАН #: . . Fault Category: e. NCR: Yes No ООА: Date: 
Resolution: ^ _ Disposition: QA: N/C Closed: _ Date: 
NCR: | . WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


Action Description 
Chief Eng 


verification 
Section C 


Description of NC 
Section A 


Initial 
Chief Eng 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE | 


Жж *.. ^c t mers PR е Е ee ALT a 


DART AEROSPACE LTD ТЕЛЕ 
[шке eg EIER 

Description: Crosstube Assembly (206B High Fwd Part Number: D206-667-141 
aire ны 

Inspection Dwg: D206-667-141 Be ee ақ ee Page 1 of 1 


FIRST ARTICLE INSPECTION CHECKLIST 
[x] First Article [ | Prototype 


Inspection Sheet Actual Method of 

Drawing Dimension Dimension Inspection Commons 
2.240 +0.005/0.000 | Ч.Д] | | 

zo | мов | Zorg? — | — | T J 

2.074 +0.005/-0.000 | 2-074 | ^" | | 

2.114 +0.005/-0.000 | 2-]|z | — | | 


Rev: C 


PSEA 
2 
ы 
š 


K Zee me 
2.154 | +0.005/-0.000 | 05 |)  ] | [| 
214 | 0005000 |2-4Ұ | Z] | (| | ^ | 
. 2234 (130005000 |2 27g | / | | d^ | ^ p 
BENE NER жыла EUR это ау eel 
олю | woow | HO |  -| | ve^ | ¿c-o 
0.300 x 30" 300xX30| —| | ] '* J| 


~300%3 0" 

mos | «ooo | og | -— | | g& | 

Roso | mooo | 220 | р 

sam | тй о уе | c7] ына 
puma c-r Ec 
+000500 | 7 || 7| — | 


2074 | +0.008-0.000| 7-(75| сү | Y- |S 
2.074  |*005r000| 7574 4| | |. - | ^ | 
2114 — *005r000| Diy | p | | | j 

| =e 


2.154 | +0,008-0.00| 9.154 | || 1 | 

2104 | +0.008/-0.000 | [44 | 7 | | || 

2234 | +0.008/-0.00| Pa% | — | [| 
pipes Sen cele = 

0.110 QD (= va ҮРҮ" АЛД 


gO | 


RO.063 $0000 | .0¢ E ы Ш 
Ro.500 | «000 | ос | ^ | | SEEN 
4436 | «000 [4-4 GE | „ | ое 
93.18 | «002 | XD < amk p | 


Measured by: АЯН Audited by: B YY Prototype Approval: 
12/02/22 L vatelin- gaa ||, — Әм) МА 


06.10.24 |.New Issue P/O D206-667-101 КМ s | M | 
| B | 09.12.14 | Dwg Rev updated ы Чу ы 


HAFORMSQuality Assurance\approved QA\FAIB Rev А 


ee ae rr eae PUNE pete” Aso ра гауса Re ааа ы а Аы Oy ANE cr ie a ES НЕКЕ. ЖЫН 


Dart Aerospace Ltd 


WORK ORDER CHANGES. 
PROCEDURE CHANGE B 


Approval | Approval 
Chief Eng / СІ 
Prod Mgr QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


INR | WORK ORDER NON-CONFORMANCE (NCR) 


42 Corrective Action Section B тер es 
Description of NC — - — - Verification | Approval | Approval 
DATE | STEP Section А | Initial _ Action Description Sign & | section c Chief Eng | QC inspector 
Chief Eng Chief Eng Date 


P 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


SUPPORT 

3595-063-395 RUBBER CUSHION 

521920-20 CLAMP (OR М521920-21 

14 S20601AD4W8 RIVET (OR NAS9302B-4-8 
ees 
MAGNOBOND 6398 | ROCKWELL SPECIFICATION RBO-120- 

023 
ADHESIVE (TEXTRON/BELL SPEC. 299- 
947-100, TYPE ІІ, CLASS 2 ADHESIVE 


MATERIAL: MANUFACTURED FROM 06001-105 
FINISHED LENGTH = 93.1 8:0.020 

FINISH: CHEMICAL CONVERSION COAT PER DART QSi 005 4.1 

PRIME INSIDE AND OUTSIDE PER DART QSi 005 4.2 

PAINT OUTSIDE PER DART QSI 005 42 
TOLERANCES ARE PER DART QS! 018 UNLESS OTHERWISE NOTED. 
UNITS: INCHES UNLESS OTHERWISE NOTED. 
BREAK SHARP EDGES: O.005 TO 0.010 MAX. 
IDENTIFICATION: SCRIBE DART PART NUMBER "D206-667-14 1" AND BATCH NUMBER ОМ 
INSIDE OF CUFF USING VIBRATING STYLUS. 
WEIGHT: 11.3 Ibs ` 
PART IS SYMMETRIC ABOUT CENTERLINE. 
RUN CUTTER OFF PART WHERE INDICATED. BLEND OUT EDGE LONGITUDINALLY, 
TRANSITION SHOULD BE SMOOTH. 

10) BEND PROGRESSIVELY WITH A MINIMUM OF 12 PASSES. MAXIMUM TUBE FLATTENING DUE 
TO BENDING !S 6% BASED ON O.D. 

11) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER QSI 038. 

12) INSTALL 02891-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 PER 
QSI 015. LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 

13) INSTALL MS21920-20 CLAMPS (OR -21) WITH D3595-063-395 RUBBER CUSHIONS TO SECURE 
THE D2891-1 SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMP MECHANISMS 
ARE LOCATED ON CROSSTUBE SUPPORTS. 

14) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE 

. OUTSIDE SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS 
SCRATCHES, NICKS, OR DENTS. DEFECTS UP TO 0.005" MAY BE BLENDED OUT 
LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABLE. 

15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS ARE SHOWING IN 

SAFETY AND THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


Un, 


DEO ATTACHED 


entl- 
1.07.26 


ur деген 
n 


R 


REVISE GENERAL NOTES/PART LIST (ZN 07-1); 
REORGANIZED VIEWS AND REFORMATTED DRAWING 
TO CURRENT STANDARDS. 

03595-063-395 WAS D2856-400-694 (ZN D6-2 & A5-2); 
REMOVED REF. & ADD TOLERANCES (ZN C4-3, C5-3 & 
03-3); RELOCATED FLAG #6 (ZN A8-3) PER NCR 210; 
MOVED TURNING DETAIL & UPDATED TOLERANCE TO 
SHEET 4. E 


DESCRIPTION BY 


REV. C 
SHEET 1 OF 4 


(42> D2891-1 SUPPORT 
2PL 


М521920-20 CLAMP 
4PL 


D3595-063-395 
RUBBER CUSHION 
4 PL, (UNDER CLAMP) 


A ca» 


0206-667-501 


02873-043 
NUT PLATE 


MS20601AD4WB 


RNET, 4 PL 02873-045 


NUT PLATE 
MS21920-20 CLAMP REF 


MS20601AD4W8 
RIVET, 3 PL 


D2891-1 SUPPORT REF 


A D3595-063-395 


RUBBER CUSHION 


VIEW A-A: CUFF DETAIL ` REF 
SCALE 4X 


to tL GL 
4.03.26 


UND EVIEW 


ens 


D206-667-141 
ASSEMBLY DETAIL 
(VIEW LOOKING FWD) 


02873-043 
NUT PLATE 


DEO ATTACHED 


MS20601AD4W8 


02875--045 RIVET, 4 PL 


NUT PLATE 


MS20601AD4W8 
RIVET, 3 PL 


сз2 VIEW C-C: CUFF DETAIL 
SCALE 4X 


[DESIGN | 47 | DART AEROSPACE LTD 

s DRAWN HAWKESBURY, ONTARIO, CANADA 
ps2 SECTION B-B | Q7 |рвлмно No. REV. C 
SCALE SX | Z nm | 0206-667-141 SHEET2 OF 4 
| Ae | TTE SCALE 
| Й |CROSSTUBE ASS'Y (2068 HIGH FWD) NTS 

DATE COPYRIGHT © 2000 BY DART AEROSPACE LTD 
08.11.06 porre oe OR barren нле on 


WRITTEN PERO/ISGIOM FROM DART AEROSPACE LTD, 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


DATE 


m=i 


Approval 
PROCEDURE CHANGE By Qty | Chief Eng / 
Prod Mgr 


Approval 
QC Inspector 


Part No: PAR #: _— Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


DATE | STEP 


Corrective Action Section B 


Description of NC — - — - Verification | Approval | Approval 
Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QA\NCRWO RevE , 


PILOT 220.128 PILOT 20.128 


T е 26.88 REF, (682mm) 
C'SINK 20.225X100' š 5 w 
3PL TO CENTER OF BEND, CSINK 20: prd 


ALONG TOP EDGE 


1627 REF 


(413mm) 


21.20+0.13 Jom TO START OF BEND 
i 19.5420.13 


10.35 REF 
(263mm) 


20.323190 005 36.6020.13 20.323:0.005 
КЛ HOLE TO BE ALIGNED 
HOLE TO BE ALIGNED WITHIN £0.001 3247403 WITHIN 20.001 OF HOLE 


OF HOLE ON OTHER SIDE OF CUFF 
-GIÀ ON OTHER SIDE OF CUFF 
2PL DETAIL D DETAIL H goo Hil -6'^ 2PL сз DETAIL H 
(0329 SCALE 4X 


сөз DETAIL D 74.7410.25 а DEO ATT ACHE (VIEW LOOKING FWD) 
SCALE 4X 


(VIEW LOOKING FWD) w D206-667-501 ә А і L E A S 
BENDING AND DRILLING DETAIL ? 


(VIEW LOOKING FWD) 


+0.005 
20.3230 005 
HOLE TO BE ALIGNED WITHIN £0,001 
OF HOLE ON OTHER SIDE OF CUFF 
3PL 


PILOT 20.128 
C'SINK 20.225X 100° 
4PL 


+0005 

90.3232 005 

HOLE TO BE ALIGNED 

WITHIN 0.001 OF HOLE 
4 0.005 
20.323! 005 k е ОМ OTHER SIDE OF CUFF 9 \ 20.3237 0% 
HOLE ТО BE ALIGNED š 3PL 4 HOLE TO BE ALIGNED 
WITHIN £0.001 OF HOLE * © PILOT 20.128 9 Д WITHIN 20.001 OF HOLE 


ON OTHER SIDE OF CUFF Š C'SINK @0.225X100° ON OTHER SIDE OF CUFF 
2 PL Š : 2PL 


VIEW J-J: 
CUFF DETAIL 
SCALE 4X 


x DART AEROSPACE LTD 

VIEW E-E: : Š HAWKESBURY, ONTARIO, CANADA ` 
kaz | 
SCALE 4X 0206-667-141 SHEET3 OF 4 
i on 
SCALE 5X CROSSTUBE ASS'Y (206B HIGH FWD) NTS 


COPYRIGHT © 2000 BY DART AEROSPACE LTD 
THIS COCUMENT IS PRIVATE AND CONFIDENTIAL AND I3 SUPPLIED ON THE EXPRESS CONDITION THAT ft 48: 
NOT TO BE USED FOR ANY PURPOSE OR COPIED ОА COMMUNICATED TO ANY OTHER PERSON WITHOUT 
‘WRITTEN PERMISSION FROM DART AEROSPACE LTO. 


93  VIEWICK = 
(VIEW LOOKING AFT, ROTATED) 


Dart Aerospace Ltd 


| | 
DATE | STEP | PROCEDURE CHANGE 


Part No: PAR #: = 


Resolution: 


WORK ORDER CHANGES 


Fault Category: 


Disposition: 


NCR: Yes No ООА: _ _ 
QA: N/C Closed: 


WORK ORDER NON-CONFORMANCE (NCR) 


gas Corrective Action Section B TAE 
Description of NC — - - - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


Approval 
Chief Eng / 
Prod Mgr 


Approval 
QC Inspector 


R100.0 TRANSITION R100.0 TRANSITION 
BETWEEN TAPERED BETWEEN TAPERED 
SEE DETAIL L SECTIONS SECTIONS 8 8 D 
° š 
é š 
в B 
о - 
о о 
' 
2.250 STOCK 
e 2340995 2.074085 2.234005 REF 
: ` 2.07420 
| x >`. TAPER UNIFORMLY FROM SEE DETAIL N 1.0919 
. D [92 2234 *0.008 REF THROUGH TO 2.27205 REF B24 7 ë 
v8 RUNNING OFF PART 
OPE. UNDER REVIEW 
M " +} ел 
d A TURNING DETAIL 
2.272 499% 
° 
88 
оо 
$8 
% 5 LE: 
"Uo 
| | 2.074 REF | B 


[39> "SN coer Uic 


30* X 0.300 DEEP = — —— ~ —— — 
CHAMFER 


DETAIL N: 


c44 TAPER RUN-OFF 


ux 5% NOT TO SCALE ELEASE)) 
мз Б RELEASE 


SEE DETAILM 


DETAIL M: 
‘ot ESE DART AEROSPACE LTD |, 
DETAIL L: RF, HAWKESBURY, ONTARIO, CANADA 
07-4 CROSSTUBE CUFF [CHECKED | Zf  |pRAwNGNo. REV. C 
NOT TO SCALE |wr.APPR. | 4% „n |D206-667-141 5НЕЕТ4 OF 4 


DATE . COPYRIGHT © 2000 BY DART AEROSPACE LTO 
: 08 1 1 06 Tres DOCUMENT IS PRIVATE AHD CONFIDENTIAL AND IS SUPPUED GN THE EXPRESS CONDITION THAT fT 13 
eth MOTTO be USED ron ni Pues On Come SOMA AMEATED TO Mv OREA PERTON THAT 


2 1 


DRAWING NO. TITLE i REV.C| DART AEROSPACE LTD |00. ко. SHEET NO. SCALE 
D206-667-141 | CROSSTUBE ASS'Y (206B HIGH ЧЕН 0206-667-141-С-1 SHEET 1 ОҒ 1 _ NTS 
DATE  //Z72.2) [DA veaa — [owe ^ (е | 


PURPOSE: | 
REPLACE MAGNOBOND WITH PROSEAL. : 


CHANGE: 


IS: | 
-141 i 
рр 


a eo | 
ISEALANT, AMS-S-8802 CLASS 8-2 


| 9 | AR | PROSEAL 890 B-2 SEALANT, AMS-S-8802 CLASS 8-:: 7 | 


WAS: 


[RBS 
ШЫ MAGNOBOND 6398 


NOTE 12 & 15, SHEET 1 15 AMENDED AS FOLLOWS: 


i 


IROCKWELL SPECIFICATION RBO-120-023 
ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
‘TYPE Il, CLASS 2 ADHESIVE 


i 


IS: : 
12) TO INSTALL D2891-1 SUPPORT: ABRADE MATING SURFACE OF SUPPORT AND CROSSTUBE WITH 


180-GRIT SANDPAPER AND REMOVE RESIDUE WITH MEK (OR EQUIVALENT). APPLY A 0.04" TO 0.07" 
THICK LAYER OF PROSEAL 890 CLASS B-2 (OR AMS-S-8802 CLASS B-2) SEALANT TO MATING 


SURFACE OF SUPPORT. | 
15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND E. 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK P Ж 
TORQUE ON CLAMPS AFTER PROSEAL 890 SEALANT HAS CURED FOR 72 HOURS. 4 ? Š < 
WAS: | by ^ 4p 
12) INSTALL D2891-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 PER QSI 015. [ZA o 
LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 2 " 
15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND “ко 


‘THAT NUT HAS МОТ BOTTOMED-OUT AFTER TORQUING. 
і 


i 
+ 


COPYRIGHT © 2011 BY DART AEROSPACE LTD 
TWIS DOCUMENT 1S PRIVATE AND CONFIDENTIAL AND (5 SUPPLIED ON THE EXPRESS CONDITION THAT IT tŠ 
NOT ТО SE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED ТО ANY, OTHER PERSON WITHOUT 

WRITTEN PERVISSIOM FROM DART AEROSPACE LTA. 
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ew 
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